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BRAKE PLATE AND METHOD AND APPARATUS FOR MANUFACTURING SAMP 
TECHNICAL FIELD 

This invention relates to brakes, and in particular to an improved brake plate, 
5 as well as a method and apparatus for manufacturing the plate. 

BACKGROUND ART 

The number of motor vehicles has increased greatly in recent years. There is 
an interest in methods of reducing the cost of manufacturing brakes and replacement parts 
on the part of both motor vehicle manufacturers and suppliers of parts for brakes. This 
10 increased use has also led to a significant increase in the after-market for brake 

replacement and repair. Brakes are also in increasing demand for motor vehicles such as 
airplanes, trains, bicycles, all terrain vehicles and motorcycles. 

Brakes, as currently manufactured, combine two main parts, namely a plate 
(often called a backing plate) and a friction pad. The plate is mounted in a brake assembly, 
15 and may be formed by making a plate with a variety of bosses, holes, or other features for 

receiving and retaining the friction pad. The need to use high speed low cost manufacturing 
methods often results in irregularities in the plate which may lead to difficulties in attaching 
and/or retaining the friction pad on the plate during braking, when the friction pad is in 
contact with the rapidly turning brake rotor, or even during the pre-installation handling of the 
20 brake pad assembly. 

There are a variety of known ways of attaching a friction pad to a plate. One 
such way is to attach the friction pad to the backing plates using rivets. One disadvantage 
of the riveting process is that it creates a rigid bond between the plate and the friction pad, 
which can, as a result of a sudden impact, lead to breaking of the friction pad. Furthermore, 
25 this process often requires one or more additional manufacturing steps with a. consequent 
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increase in cos.. addition, when the friction pad is worn down over time, the dvets 

become exposed and rub against the brake rotor, causing scodng on the rotor which is 
costly to repair. 

Another, more recently developed method of mounting the friction pad on the 
Plate is to use a pressurised molding process to mold the friction pad directly onto the plate. 
In th,s process, the friction pad may be prepared by blending the components of the fricrion 
pad into a pre-form or cake. A conventional pressurized molding system is used to mold the 
frichon pad pre-form onto the plate. A layer of cement or glue if often applied to the contact 
surface of the plate to Improve the adhesion between the plate and the friction pad. 

As pressure is applied to the mold assembly, the pre-form becomes heated 
and begins to flow, filling the mold and covering the appropriate surface of the plate. In this 
process, the pre-form material is intended to flow into and around the various features to 
improve the bond between the plate and the friction pad. 

The plate is subjected to a number of forces, such as the janing of the 
15 moving vehicle, as well as vibration caused by the ittor and noise. The problem with the 
Prior an processes arid plates is that features, such as holes and bosses, stamped into ,h. 
Plate often provided insufficient shear and/or tensile strength in the bond between the 
fnction pad and plate vtmen additional features are stamped into the plate to increase bond 
strength, additional manufacturing steps are required, adding to the cost. 

The most common prior art features stamped into plates are circular holes. 
These holes often provide unsatisfactory results because, during the molding process, the 
pre-form cake does not completely fill all of the holes, which in turn, leads to deficient 
bonding between the plate and the pre-form. The incomplete hole fills can are clearly 
visible, and often raise quality concerns when inspected by buyeis. The incomplete hole fills 
25 also have an aesthetically displeasing appearance, which can also make ihem less 


20 
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attractive to customers. Accordingly, it has become common practice in prior art plates to fill 
the incomplete hole fills with putty and to paint over them, to both hide the unsatisfactory 
molding results and to improve appearance. These additional manufacturing steps have the 
added disadvantage of increasing the cost of manufacturing the disc brake. 

5 Furthermore, the holes stamped by prior art processes reduce structural 

strength of the plate, and make it more vulnerable to the various forces acting on it. These 
forces may distort the shape of the plate, leading to uneven wear on the friction pad, or can 
lead to structural failure of the plate. 

Another problem with brake plates is caused by the heat generated by 
10 friction. The expansion and contraction values of the plate are different from those of the 
friction material. Braking generates heat so the plate and material are exposed to frequent 
heating and cooling. Since the expansion and contraction values differ, there may be a 
separation between the plate and the material, particularly where the plate is flat or has 
large flat areas. Rust can then form between the plate, which leads to noise and brake 
1 5 failure. 

Accordingly, there is a need for a brake plate and a method of manufacturing 
same which can provide improved bonding with the friction pad without increasing the cost 
of producing the plate 

20 SUMMARY OF THE INVENTION 

It is an object of the invention to provide a plate which provides an improved 
bond between it and the friction pad, as well as increasing the structural strength of the 
plate, without increasing the cost of producing the plate. In addition, it is an object of the 
invention to provide a method and apparatus for manufacturing the plate which reduces time 
25 and cost by requiring fewer manufacturing steps, while at the same time retaining the 
structural strength of the backing plate. 

Further features of the invention will be described or will become apparent in 
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the course of the following detailed description. 

assemhi *u 1716 ' nVent,0n ,ncludes a P*a*e for holding a friction material in a brake 
assembly, the plate comprising: 

3 contact surface for attaches, the friction material to the plate, 
c a second surface opposing the contact surface; 

a Plurality of retaining structures formed on the comae surface each retain™ « , 

s r:rTrrr ,rom a po,nt ^ ,he — -- « - 

ace, so that the member extends outwardly from the „ 

engagemem with the friction material The ■ . 8urfaoe ** 

ntact surface may be curved or substantially flat Th<» h 
may comprise a disk brake or a drum brake The m.te brake 

structures The retainina stn P COmpnse ,nte 9 ral retaining 

15 -^.thet^r;^ - ox 

a :rrr a distai and * ,he h °° k poi - ,s ^ ,rom - x.™ 

■ he retaining structures are optionally disposed in a oluraiitv of r tu 
are optionally substantially parallel. The rows may be use,,, disposed lotgZn^ "" 

The invention also includes a method of manufacturing a brake plate for 
secunng a friction mater, to a contact surface thereof, me meteod comprising^,!,; 

a contact surface for attaching the friction pad to the plate, 

a second surface opposing the contact surface; 

structure re ‘ aini " 9 S,rUC,Ur “ *“ retaining 

cture comprising a projecting member extending from a point between the contact 

surface and the seccnd surface, so that the member extends outerardly from the contact 
25 surface fo, engagement with the friction pad. S' from the contact 

bmlre plate mX “ inC ' Ude! 3 ^ ^ 3 braka « a — 

invention. 9 '° 3 meth ° d °* ' ha inVen “°" ° r "“ h "* grates of the 

30 surface The ,m, 0ne me ' h ° d ' ’*'**"* ** ,0n " ad b> *» contact 

■ e retaining structures are alternatively formed by scoring the contact surface In 

-other variabon, the retaining structures are fomsed by * 
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retaining structures on the contact surface. The rows are optionally substantially parallel 
and/or disposed longitudinally. 

In one embodiment, the cutting is done by a plurality of knives, each knife 
having a cutting edge; the edge having a plurality of teeth connected thereto. Each retaining 
5 structure is preferably made by one tooth. Each tooth preferably cuts a projecting member 

from the contact surface to form an adjacent depression. The knives are preferably 
disposed longitudinally in relation to the plate. The knives may be substantially parallel. 
Adjacent knives preferably move in opposing directions. The plurality of knives are 
preferably moving parallel to the contact surface prior to impacting the plate. The plurality of 
1 0 knives preferably commence to move parallel to the contact surface upon impact with the 

plate. The plate may be stationary while it is punched by the knives. The knives are 
optionally fixed in the direction perpendicular to the contact surface and the plate is 
impacted onto the knives. 

Another variation of the invention relates to an apparatus for manufacturing a 
1 5 brake plate having a plurality of retaining structures formed on a contact surface thereof for 
retaining a friction material, comprising: 

a means for cutting a plurality of retaining structures on the contact surface, each 
retaining structure comprising a projecting member extending from a point between the 
contact surface and the second surface, so that the member extends outwardly from the 
20 contact surface for engagement with the friction pad, the cutting means being adapted to 
move generally parallel to the contact surface to cut the retaining structures; 

a driving means for impacting the cutting means and the contact surface of 
the plate to form the retaining structures. 

The cutting means preferably comprises a plurality of knives, each knife 
25 having a cutting edge, the edge having a plurality of teeth connected thereto, each tooth 
adapted to form one of the plurality of retaining structures upon impact with the contact 
surface. 

The apparatus optionally further comprises: 

at least one drive member slidably connected to at least one side of each of 
30 the plurality of knives; 

at least one slide member slidably connected to the drive member; 


5 



WO 00/49308 


PCT/CA00/00159 


10 


15 


20 


25 


30 


ZZ Z aad ,he “ n,a “ surtace ' me 

Z T a " aV ,he COn,aC ' SUrtaCe - ,he Slide member ^ ^pted >° move 

zrr 9anera,iy parai “ ,o sur,ace - »• <*• ^ ^ 

to move the knives generally parallel to the contact surface. 

The slide member may have an inclined sliding surface, the sliding surface 
9 a apted to move the drive member generally parallel to the contact surface upon 
— 1 " - "* “ - - ~ one slide member can be two sCZ 

least H 0 ^ memb6r C3n C ° mPriSe f,rSt 3nd S6C0nd drive ™mbers, and the ai 

first d° ne 51 6 ^ the 6aCh ° f the kniV6S Mn C ° mPriSe 3 firSt Side 3nd 3 Second side wherein 

member 6 m6mber " ^ Sid6 * * ' eaSt ° ne knife ' and second drive 

It ' S Pr ° x,mate the second side of the remaining knives. The first and second sides of 

ae nives are preferably proximate to the first and second drive members 
-pec t ve,, The adjacent knjves preferab(y _ jR ™ ~ 

he contact surface. The apparatus may further comprise a return means for returning 2 

ZTn Z Z n ~' Tha re,Um means * ° P “°" 3 "* 3t l333t ™ attached to , 

deled n r ° d ' ,he S " dB r ° dS ^ l0Ca,ed W “ hln 3 3 " d 3 “°"« guide stote 

proximate to the first and second side of each knife. The plurality of knives are 

preferably deposed longhudinaity in reiafion ,o lhe ptate. The apparatus knives are 
preferably substantially parallel to each other. 

The siide member and the plurality of knives are preferably adapted to move 
era y parallel to the contact surface prior to impact with the plate. The plurality of knives 

ZTr adap,ad ,0 move paral,el ,0 - — - -- - c r 

The Plate ,s optionally stationary while punched by the knives. The knives are optionally 

Its" ThetZ PerPendiCUlar ’° ,he SUrf3 “’ 33d * 3 * *3 -Pven onto me 

and a bottom station's"! “ 3 ^ ^ 3 '° P “ 

The apparatus of optionally further comprises: 

a base plate secured to the top portion of the press; 

two side plates secured to the base plate, the side plates project™ 
downwardly therefrom; projecting 

a positioning means for maintaining the knives in proximate to each other; the 
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positioning means being connected to the side plates; 

a force adjustment means for adjusting the force of impact of the knives 
against the contact surface, the force adjustment means having a pressure plate generally 
parallel to the base plate and at least one spring disposed between the base plate and the 
pressure plate, the pressure plate being connected to the knives; 

wherein the first and second slide rods are suspended from the base plate. 

The first and second sliding members preferably impact the bottom portion of the press prior 
to the knives impacting the contact surface, thereby causing the knives to move generally 
parallel to the contact surface prior to impact of the knives against the contact surface. The 
first and second sliding members preferably impact the bottom portion of the press 
substantially simultaneously with the knives impacting the contact surface, thereby causing 
the knives to move generally parallel to the contact surface substantially simultaneously with 
impact of the knives against the contact surface. 

BRIEF DESCRIPTION OF THE DRAWINGS 

In order that the invention may be more clearly understood, preferred 
embodiments thereof will now be described in detail by way of example, with reference to 
the accompanying' drawings, in which: 

Fig. 1 is a perspective view of a preferred embodiment of a plate according to 
the present invention; 

Fig. 2 is a perspective view of a preferred embodiment of an apparatus for 
manufacturing the plate according to the present invention; 

Fig. 3A is a plan view of the apparatus; 

Fig. 3B is a magnified view showing the knives and teeth of the apparatus 
shown in Fig. 3A; 

Fig. 4 is an elevation view of the apparatus with the side plates removed; 

Fig. 5A is a cross-sectional view showing the apparatus impacting the bottom 


of a conventional press; 
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Fig. 5B is a cross-sectional view showing the knives beginning to cut into a 

blank; 

Fig. 5C is a cross-sectional view showing the knives completing the cut into a 

blank; 

Fig. 5D is a cross sectional view showing the apparatus impacting a press. 
The spring is beneath the press. A spring or a nitro spring may be used. 

Fig. 6 is a perspective view of an alternate preferred embodiment of a plate 
according to the present invention; 

Fig. 7 Is a perspective view of a preferred embodiment of a knife with rows of 
offs., teeth for manufacturing me backing piate according to the present invention. The 
figure shows an insert allowing one or more teeth to be releasably inserted into the knife. 

Fig. 8A is a top plan view of a knife; 

Fig. 8B is a side plan view of a knife; 

Fig. 8C is a top plan view of a knife; 

Fig. 8D is a side plan view of a knife; 

Figs. 9A and B are perspective views of a releasable knife insert having offset 

teeth; 

Figs. 9C is a perspective view of a releasable knife insert. 

DETAIL ED DESCRIPTION r>F THE IMX/fkitiom 

The invention is a plate tor holding a friction materiel in a brake assembly. The plate 
preferably comprises: p 

(a) a contact surface for attaching the friction material to the plate, 

(b) a second surface opposing the contact surface; 

(c) a plurality of retaining structures formed on the contact surface, each 
retaining structure comprising a projecting member extending from a point 
between the contact surface and the second surface, so that the member 
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extends outwardly from the contact surface for engagement with the friction 
material. 

The retaining structure may further comprise a depression surface abutting 
the projecting member, the depression surface extending into the contact surface. 

5 The brake plate, as well as the process and apparatus for manufacturing 

same according to the present invention are useful in the field of manufacturing of vehicle 
brake parts. The plate is useful in brakes for any motor vehicle, such as cars, trucks, 
airplanes, trains, bicycles, all terrain vehicles or motorcycles. 

Fig. 1 shows a brake plate 1 according to a preferred embodiment of the 
10 present invention. The plate 1 has a conventional shape and any suitable thickness (V 8 - V» 
of an inch), and is preferably manufactured from metal or a metal composite adapted to 
withstand the rigors of a conventional braking system. The circular holes shown on the 
plate are not necessary and are included for illustrative purposes only. The backing plate 
has a contact surface 2 for molding a friction material (not shown) thereto by a conventional 
1 5 molding process. 

Any suitable number of retaining structures 3 are connected to the first 
surface of the backing plate. Preferably, the retaining structures are integrally formed by 
punching the backing plate, as described in more detail below. Each retaining structure 
includes a burr 4 projecting out of the first surface, which is located adjacent to a 
20 corresponding depression 5 defined in the contact surface 2. Preferably, each burr is 

integrally formed by cutting the burr out of the first surface of the backing plate, which 

creates the corresponding depression 5. The projecting member extends from a point 
between the contact surface and the second surface 36 (in figure 6, the second surface is 
opposite the contact surface and appears as the flat bottom surface of the plate), so that the 
25 member extends outwardly from the contact surface for engagement with the friction 

material. Each burr preferably has a curved shape, which curves away from its 
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corresponding depression. 

The retaining structures 3 are preferably arrange<J in longltudina , |y 

substantia,,, para„e, rows 6. Prsferab,,. the position o, the burr 4 and depression 5 is 

identical tor eaoh row, bu, afremates wi,h adjacent rows, as shown in Fig. 1. Preterab,, the 

5 nuntber of rows is suffrcien, ,0 substantiaii, the eh, ire surtace area o, the bacfong 

Plate 1 order ,0 provide maximum bond strength. The depth of the depressions and the 

heigh. 0, the buns depends on the bond strength required for a particular application 

Figure 6 shows a vans, ion of the pfate in which .here is increased space between fh. 

struchjres 0, each row. The retaining structures in each row are spec* apart farther than 
1 0 those in figure 1 . 

The plate 1 according to the present invention does not need to be coated 
with an any adhesive to achieve the required bond strength with the friction material. Since 
tha Plate has a large number o, projecring members, there will be no separation between toe 
Plate and toe materia, as the plale and materia, am subjected to frequent heating and 

15 cooling. The plate lasts longer and is safer. 

For a disc brake as shown in Figure 1 , the height of the members may 
preferably be about 0.030 inches to 0.075 inches above the contact surface. There are 
preferably at least about 20 projecting members per square inch. The horizontal pitch 
(distance between each member, between members in toe dhection of chip formation may 
20 preferably range between 0.120 and 0.250 inches. The pitch between raws is preferably 
about 0.100 to 0.200 inches. The coverage of members on the contact surface is preferably 

at least about 65% for a disc brake. 

For a disc brake as shown in Figure 6. the height of the members may 
preferably be about 0.030 inches to 0.075 inches and more preferably about 0.045 to 0.000 
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inches above the contact surface. There are preferably at least about 30 projecting 
members per square inch. The horizontal pitch (distance between each ) between members 
in the direction of chip formation may preferably range between 0.120 and 0.250 inches and 
is more preferably 0.060 inches. The coverage of members on the contact surface is 
5 preferably at least about 65% for a disc brake. 

The method of manufacturing the backing plate 1 according to the present 
invention comprises placing the backing plate on a flat surface under a conventional press 
and punching the contact surface 2 of the backing plate with a series of substantially parallel 
knives 10. Referring to Fig. 2, the knives are preferably disposed substantially parallel to 
10 the longitudinal axis of the backing plate. Each knife has a plurality of preferably identical 
teeth 11 defined along a cutting edge thereof. Each tooth forms the depression 5 and burr 4 
of one retaining structure 3. The configuration of the teeth may alternate from row to row, 
such that every other row has an identical configuration. In Fig. 6, a knife with offset teeth is 
preferably used to create a checkerboard pattern (alternating retaining structure pattern) 
1 5 between rows cut by the same knife. 

Fig. 2 shows the apparatus 12 for manufacturing the backing plate according 
to the present invention. The apparatus is mounted to a conventional press in any suitable 
manner for punching the backing plate 1 , as described above. 

Referring to Figs. 2-4, the apparatus 12 includes a base plate 13 from which 
20 two side plates 14 are suspended by preferably four conventional screws 15. Preferably, 
two transverse slide rods 16 are suspended from four support springs (not shown) which are 
each attached to one of the screws at one end and to an end of the slide rod at the other 
end. The slide rods are slidably secured to the knives 10 by preferably locating in guide 
slots 17 defined in the knives. A biasing means, such as, for example, two return springs 18 
25 are connected to each slide rod to bias the slide rods toward each other. A pressure plate 
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19 is disposed above .he non-cutting edges of the knives. Preferably, a plurality of 

adjustment springs 20 are disposed between the base plate and the pressure plate to urge 

the two apart. Two block housings 21 are mounted transversely onto the base plate 

adjacent to the edges of the knives. A drive block 22 is mounted on each block housing by 

5 a slide bolt 23 which is disposed substanbally parallel to the longitudinal axis of the knives. 

A slide block 24 is slidably mounted in each housing adjacent to the drive block. 

Fig. 5A shows the initial step of operation of the apparatus 12. A 

conventions! press (not shown) drives the apparatus 12 onto a plate blank 25. such that the 

slide block 24 preferably impacts the bottom surface of the press 26 before the knives 10 

impact the blank. The impact against the bottom surface of the plate drives the slide block 

up relative to the drive block 22. causing the slide block sliding surface 27 to exert a force on 

the drive block substanbally parallel to the longitudinal axis of the knives. This force causes 

each drive block to move alternate knives along their longitudinal axis. Because only 

alternate knives contact each drive block before impact, adjacent knives are pushed In 

1 5 opposite directions by each drive block. Preferably, the knives are moving before the blank 
contacts the knives. 

The teeth of the knives may be arranged along the longitudinal axis of the 
knife, so that they form a single row. There may be portions where no teeth are present, as 

" F ' 9 ' 8 °' EaCh ' 00,h has a leadin 9 surfa “ «"** is transverse to the axis of the knife. 

20 The leading surface may be angled ,b determine the burr shape, in the same manner as a 
plow IS angled. All the teeth may have a similar leading angle or they may be varied. 

In a knife variation, the teeth are offset, preferably sb that the teeth are 
amanged in two or more rows, as shown in Fig. 9. Each knife thus cuts rows of teeth along 

two longitudinal axes (fanning two rows that are preferably substantially parallel) to provide 
25 a brake pad as shown in Fig. 6. 
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Referring to Figs. 5B and 5C, the impact of the knives 10 against the blank 
25 may be regulated by the biasing means, preferably adjustment springs 20 (shown in Fig. 
2). The adjustment springs allow the apparatus 12 to be mounted on presses having 
different force specifications. The adjustment springs effectively ensure that a constant 
5 force is exerted against the knives, regardless of the force applied by the press. In a 
variation, the springs are located beneath the plate as shown in Fig. 5D. As the knives are 
pushed down into the blank, they also slide along the slide rods 16 parallel to their 
longitudinal axis, such that adjacent knives are moving in opposite directions as they cut. 
These simultaneous downward and sliding movements cause each tooth 11 of a knife to 
10 form one retaining structure 3. 

The apparatus is able to complete an entire plate in one punch. After the 
press lifts the apparatus 12, the slide block 24 is returned into its starting position by gravity, 
and the knives 10 and drive block 22 are returned to their starting positions by the slide 
springs 19. One skilled in the art could readily use the knives to prepare drum brake plates. 
15 During the process of molding and securing the friction material to the plate, 

the pre-form material is set into a mold and pressed against the plate. The material flows 
into and surrounds each retaining structure 3 to bond with the plate 1. The retaining 
structures provide improved tensile strength, as well as providing improved shear 
resistance. The tensile and shear strengths can be varied by changing either the depth of 
20 the cut (i.e. the depression 5), which also increases the height of the burr 4. These results 
are accomplished using a two step process, and without the need for additional features, 
such as holes, leading to a decreased manufacturing time and significant cost savings. 

Figure 5D shows a variation of the apparatus in which a spring is mounted on 
a fixed press bed so that the spring is beneath the press. The spring may be a conventional 
25 coil spring or a nitrogen spring. Any other suitable biasing means may be used. A knife of 
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-he invention is shown in Figs. 7 and 8. in mass figures. the teetn o, each We ate signed 
along an axis defined by the knife. However, the teeth may be offset to provide a brake pad 
of the type shown in Fig. 6. Figora 7 shows a knife with offset teeth. 

Figure 7 also shows that the knife may be made with releasable inserts 
5 Broken o, dui, teeth ma, be readily ehanged without disoarding the knife. A blank insert with 
no teeth may a, so be used, inserts may optional* be permanent* fixed in the knife 
Figures 8A and 8B show the knife with oonfinuous feefh. Figs. 8C and 80 show fhe knife 
navmg a btank surfaoe where no teeth era present, !*e ptate * have no retaining 
surfaces fanned where the We is blank. Figs. 9A and 9B show offset teeth. Fig. g C 
1 0 shows that the offset teeth are preferably about the same height above the We. 

it will be appreciated tha, the above description relates ,o the praferred 

embodiment by way of example only. Many variations on the invention will be obvious to 

those knowledgeable in the field, and such obvious variations are within the scope of the 

invention as described and claimed, whether or not exprassly described 
15 
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CLAIMS: 

1. A plate for holding a friction material in a brake assembly, the plate comprising: 

a contact surface for attaching the friction material to the plate, 

a second surface opposing the contact surface; 

5 a plurality of retaining structures formed on the contact surface, each 

retaining structure comprising a projecting member extending from a point between the 
contact surface and the second surface, so that the member extends outwardly from the 
contact surface for engagement with the friction material. 

2. The plate of claim 1 , wherein the retaining structure further comprises a depression 
1 0 surface abutting the projecting member, the depression surface extending into the contact 

surface. 

3. The plate of claim 1 or 2, wherein the contact surface is curved or substantially flat. 

4. The plate of any one of claims 1 -3, wherein the brake comprises a disk brake or a 

drum brake. 

15 5. The plate of any one of claims 1-4, wherein the plate comprises integral retaining 

structures. 

6. The plate of any one of claims 1-5, wherein the retaining structures are formed from 
the plate. 

7. The plate of any one of claims 1-6, wherein the retaining structures are cut from the 
20 plate. 

8. The plate of any one of claims 1-7, wherein the retaining structures are scored from 
the plate. 

9. The plate of any one of claims 1-8, wherein the projecting member comprises a burr. 

10. The plate of any one of claims 2-9, wherein the burr comprises a hook shape, 

25 wherein a distal end of the hook points away from the depression adjacent to the hook. 

1 1 . The plate of any one of claims 1-1 0, wherein the retaining structures are disposed in 
a plurality of rows. 

12. The plate of claim 11, wherein the rows are substantially parallel. 
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13. The plate of claim 1 1 or 12, wherein the rows are disposed longitudinally. 

14 rf A " 1eth ° d ° f manufacturi "9 a brake plate for securing a friction material to a contact 
su ace thereof, the method comprising providing: 

a contact surface for attaching the friction pad to the plate, 
a second surface opposing the contact surface; 

a plurality of retaining structures formed on the contact surface each 
retaining structure comprising a projecting member extending from a point between the 

coml SU rf 3Ce an<1 Seeand SUrfa ”' “ tha * ”' e member axtends outwa rdly from the 
contact surface for engagement with the friction pad. 

LlctllT 0 ' ° ,da ' m Whare ' n *“ re,a ' n,n9 S ' mC,UreS ~ »te 

ic,rr ° f daim i4, '“ herein ,he re,a ™ 9 s,ruc,ures are femad * — * me 

15 ni 1-h t meth0d ° f C,aim 14, wherein me retaining structures are formed by cuttino a 
plurality of rows of retaining stiuctures on the contact surface. 9 

18. The method of claim 17, wherein the rows are substantially parallel. 

19. The method of claim 17, wherein the mws am disposed longitudinally. 

f: 1116 ° f a " y ° ne ° f claima 14 -’9. «h.min the coding is don. by a plurality of 

20 rs. MCh “ haUi " 9 a a pfurality Of teeth ™ 

21. The method of claim 120, wherein each retaining structum is mad. by one tooth. 

22 The method of Cairn 21, wherein each tooth cuts a pmjecdng member from the 
contact surface to form an adjacent depression. 

25 the p, a r me ' h0d ° f Cla ' m 22 ' Where ' n ' he knlVaS are ~ longitudinal, y in reladon to 

24. The method of daim 23, whemin the knives am substantially parallel. 

25. The method of claim 24, whemin adjacent knives move in opposing directions. 

26. The method of Calm 25, wherein the plurdity of knives am moving parallel to the 
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contact surface prior to impacting the plate. 

27. The method of claim 26, wherein the plurality of knives commence to move parallel 
to the contact surface upon impact with the plate. 

28. An apparatus for manufacturing a brake plate having a plurality of retaining 
structures formed on a contact surface thereof for retaining a friction material, comprising: 

a means for cutting a plurality of retaining structures on the contact surface, 
each retaining structure comprising a projecting member extending from a point between the 
contact surface and the second surface, so that the member extends outwardly from the 
contact surface for engagement with the friction pad, the cutting means being adapted to 
move generally parallel to the contact surface to cut the retaining structures; 

a driving means for impacting the cutting means and the contact surface of 
the plate to form the retaining structures. 

29. The apparatus of claim 28, wherein the cutting means comprises a plurality of 
knives, each knife having a cutting edge, the edge having a plurality of teeth connected 
thereto, each tooth adapted to form one of the plurality of retaining structures upon impact 
with the contact surface. 

30. The apparatus of claim 28, wherein the apparatus further comprises: 

at least one drive member slidably connected to at least one side of each of 
the plurality of knives; 

at least one slide member slidably connected to the drive member 

wherein during impact between the knives and the contact surface, the slide member is 
adapted to move away from the contact surface, the slide member being adapted to move 
the drive member generally parallel to the contact surface, the drive member being adapted 
to move the knives generally parallel to the contact surface. 

31. The apparatus of claim 28, wherein the slide member has an inclined sliding surface, 
the sliding surface being adapted to move the drive member generally parallel to the contact 
surface upon movement of the slide member. 

32. The apparatus of claim 29, wherein the at least one slide member is two slide 
members, the at least one drive member comprises a first and second drive members, and 
the at least one side of the each of the knives comprises a first side and a second side, 

17 
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irst dnve member is proximate to the first side of at least one knife, and the second 
dnv e member ,s proximate the second side of the remaining knives. 

33. The apparatus of claim 32. wherein the first and second sides of alternate kn 

proximate to the firs, and second drive members, respective, ,y. """ 

~ - - «— — 

r.-srr*-"—-— — 

36. The apparatus of claim 34, wherein the return means is at least „ 

to a first and second slide rod, the slide rods being located within a first I™ ***'*'*'* 

"r:: of ciaim wherein - ^ - «- « 

38 er The apparatus of claim 37, wherein the knives are substantially parallel to each 


adapted^ aPPara,US daim "" ! " da «» o, knives am 

move generally parallel to the contact surface prior to impact with the plate. 

Pamllel^heTrTs rt Claim * ^ *" ^ °' ^ a ™ -H- “ — 

parallel to the contact surface upon impact with the plate. 

by the k ^ es aPParatUS ° f 33 ’ Wh6rein the P ,ate is s ^°nary and the plate is punched 

m the ^ 7 ^ ° " Claim 29 ’ ,he Wves are "«* *> the direction perpendicular 

con a surface, and the plate is driven onto the knives. 

25 1 mounts aPPa .' a,US 01 ^ 28 ' ^ ** imPart " 9 Pomprises a prase having a 

25 top movable portion and a bottom stationary portion. snavmga 

44 ^ apparatus ° ,daim 28. Wherain the apparatus further comprises: 

a base plate secured to the top portion of the press; 

two side plates secured to the base plate the side niatoe • ,, 
downwardly therefrom; plates pro|ac,,n 9 
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a positioning means for maintaining the knives in proximate to each other? tne 
positioning means being connected to the side plates; 

a force adjustment means for adjusting the force of impact of the knives 
against the contact surface, the force adjustment means having a pressure plate generally 
5 parallel to the base plate and at least one spring disposed between the base plate and the 
pressure plate, the pressure plate being connected to the knives; 

wherein the first and second slide rods are suspended from the base plate 

45. The apparatus of claim 44, wherein the first and second sliding members impact the 
bottom portion of the press prior to the knives impacting the contact surface, thereby 

10 causing the knives to move generally parallel to the contact surface prior to impact of the 
knives against the contact surface. 

46, The apparatus of claim 45, wherein the first and second sliding members 
impact the bottom portion of the press substantially simultaneously with the knives impacting 
the contact surface, thereby causing the knives to move generally parallel to the contact 

1 5 surface substantially simultaneously with impact of the knives against the contact surface. 
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